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1
MACHINE TOOL APPARATUS AND METHOD

FIELD OF THE INVENTION

The present invention relates to a machine tool apparatus
and method and, more particularly, to a machine tool for
exterior and interior cutting operations on a workpiece.

BACKGROUND OF THE INVENTION

Computer Numerical Control (CNC) machine tools are
generally known in the art for use in machining various work-
pieces for a variety ofuses. CNC tools commonly comprise a
tooling center that secures the workpiece to be machined, as
well as providing a plurality of tools for machining various
internal and/or external features of the workpiece, as desired.
The CNC tooling center machines the workpiece as directed
by the computer, in response to computer aided design or
computer aided manufacturing instructions.

One type of CNC machine tool is a CNC turning center,
such as the Mazak QTN450MY 3000U machine tool, pro-
vided by the applicants’ assignee herein, Mazak Corporation.
A CNC turning center generally includes a headstock, for
securing one end of a workpiece and rotationally driving the
workpiece, a tailstock for securing the opposite end of the
workpiece, and a turret for holding multiple cutting tools that
can be selected during machining to perform various machin-
ing operations on the workpiece. Some turning centers
include a steady-rest that can selectively support the work-
piece between the headstock and the tailstock to provide
additional support to an elongated body of the workpiece
during machining.

In general, the workpiece is secured at each end and turned
via the headstock, which can rotate the workpiece at a prede-
termined speed. The tailstock can rotate in accordance with
the rotation of the workpiece caused by the headstock. Like-
wise, the steady rest can allow the workpiece to rotate while
the steady rest supports the workpiece between the headstock
and the tailstock.

The turret can travel along the axis of the workpiece to
machine various axial locations along the outer surface of the
workpiece between the headstock and the tailstock. The turret
holds multiple cutting tools that can machine the outer surface
of the workpiece. Additionally, the turret may hold a boring
tool that can machine the interior of the workpiece when the
turret is translated beyond the end of the workpiece supported
by the tailstock. In a typical CNC turning center, the turret is
a generally disc shaped member mounted for rotation on a
carriage. These tools extend from the perimeter of the turret
for selection via rotation of the turret. However, because the
boring tool is elongated, the boring tool axis will extend
perpendicularly to the plane ofthe disc-shaped member of the
turret and generally parallel to the rotary axis of the turret and
the central axis of the elongate workpiece. The boring tool
mounted to the turret extends toward the driven end of the
workpiece held by the headstock.

A turning center having a turret allows for multiple
machining operations due to the number of different tools that
are attached to the turret. Based on the programming of the
computer, the turning center can switch from using one exter-
nal cutting tool to another, and subsequently switch from an
external cutting tool to the boring tool. This tool switching
allows for complex machining of a workpiece without requir-
ing an operator to change out tools, providing for an efficient
process.

The boring tool is typically an elongated cylindrical bar
having a cutting tip disposed at one end. The depth that the
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boring tool can machine inside the workpiece is limited by the
length of the boring tool. The longer the boring tool, the
deeper the boring tool can bore within the workpiece.

However, having the turret carry the boring tool limits the
range of machining on the workpiece. The typical turning
center is generally enclosed to keep debris and machining
coolant from entering the air and to shield the machinist from
such debris. This allows the machinist to closely monitor the
machining process, but limits the amount of space within
which the tools can operate. The headstock is located at one
end of the machine and includes a rotary drive for rotating the
workpiece. When the boring tool is mounted at the turret, it
extends toward the headstock. Because the boring tool
extends toward the headstock, the turret cannot travel closer
to the headstock than the length of the boring tool. In the
Mazak QTN450MY 3000U machine tool, the length of the
boring tool is restricted to 210 mm to allow the full length of
the workpiece, and particularly portions thereof near the
headstock to be machined by the external cutting tools carried
by the turret. In other words, if the boring tool was longer than
201 mm, then external machining operations on portions of
the workpiece adjacent the headstock would not be able to be
undertaken due to the interference between the longer boring
tool and the headstock. For example, if the boring tool
extends 500 mm from turret, there is an axial window within
which exterior machining of the elongated workpiece cannot
be performed. In this example, the window is about 290 mm
(500 mm-210 mm). Therefore, mounting a longer boring tool
to the turret limits the axial machining range of the turret
along the elongated workpiece.

For the boring tool to machine the interior of the work-
piece, the turret must travel beyond the end of the workpiece
engaged by the tailstock. The turret must be able to clear the
end of the workpiece at least by the distance that the boring
tool extends from the turret. As discussed above, in the
QTN450MY 3000U machine tool, the maximum length of
the boring tool is about 210 mm without restricting the length
of the workpiece that can have exterior cutting operations
performed thereon. The maximum length of the workpiece is
about 3331 mm, minus the chucking length at the headstock
and the length of the boring tool. In one form, a 21 inch
diameter chuck has a chucking length of 254 mm. Thus, a210
mm boring tool would require a reduction in the length of'the
workpiece to 2867 mm. Increasing the length of the boring
tool to 500 mm would reduce the length of the workpiece to
2577 mm. Therefore, mounting the boring tool to the turret
requires a decreased length of the workpiece between centers
if boring operations are desired. The longer the boring tool,
the shorter the workpiece must be to allow for the boring tool
to sufficiently clear the tailstock end of the workpiece. To
perform deep boring operations without sacrificing the length
of the workpiece, the workpiece would need to be removed
from the turning center and machined using a different
machine tool dedicated to deep boring.

Moreover, the turret has a limited size in which cutting
tools or boring tools can be mounted. Mounting the boring
tool to the turret typically results in a decrease of the number
of cutting tools that can also be mounted to the turret. Increas-
ing the diameter of the boring tool further limits the number of
other tools that can be mounted to the turret. Decreasing the
number of cutting tools reduces the number of machining
operations that can be performed. In the QTN450MY 3000U
machine tool, the diameter of the boring tool at the turret is
about 50 mm.

Additionally, the boring tool length is limited by the man-
nerin which it is secured. As mentioned, the turret is generally
disc-shaped, and thus the area of the boring tool held by the
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turret is generally limited to the thickness of the disc-shaped
turret. As the length of the boring tool is increased, the boring
tool has a greater length thereof that is cantilevered from the
relatively thin disc-shaped body of the turret so that there is an
increase in the instability of the boring tool due to the limited
clamping area the turret provides. In the QTN450MY 3000U
machine tool, the maximum diameter to length ratio of the
boring tool when mounted to the turret has been found to be
about 1:4.2 before the boring tool would become unstable
during interior machining, resulting in chatter. Increasing the
diameter of the boring tool to 100 mm, would allow for
increased length of the boring tool to 420 mm, but this
increased length would restrict the range of machining and
the length of the workpiece, as described above, in addition to
further limiting the area at the turret to mount cutting tools.
Thus, the length of the boring tool or the length of the
workpiece is restricted. First, with the boring tool extending
orthogonally from the face of the turret, the length of the
boring tool limits the distance that the turret can translate
toward the headstock, thereby limiting the axial machining
range of the cutting tools held at the turret. Second, the elon-
gate boring tool is mounted to the disc-shaped body of the
turret to be cantilevered therefrom, such that the portion of the
boring tool that is held by the disc-shaped body is limited to
the thickness of the disc-shaped body of the turret. The lim-
ited support of the boring tool limits the length of the boring
tool to avoid instability of the boring tool during machining.
Third, for the boring tool to machine the interior of the work-
piece, the turret needs to translate beyond the end of the
workpiece at the tailstock end a distance far enough to permit
the entire length of the boring tool to be beyond the end of the
workpiece. Thus, for a given size of the turning center, a
longer boring tool will typically require a shorter workpiece.

SUMMARY OF THE INVENTION

In accordance with the present invention, a machine tool
apparatus for performing internal boring operations having a
boring tool holder and an end work support mounted to a
common support assembly is provided that overcomes the
aforementioned problems of the prior art.

In accordance with one aspect of the invention, a machine
tool apparatus is provided that has a machine base, a work
holder configured to be secured to one end of a workpiece and
having a rotary drive for rotationally driving the workpiece
about a central axis thereof. An end work support is config-
ured to support the workpiece at an end opposite the work
holder for rotation as the workpiece is driven by the work
holder. A cutting tool holder is configured for holding mul-
tiple cutting tools, and a carriage assembly is mounted to the
machine base for shifting the cutting tool holder along the
central axis for locating one of the cutting tools therealong
and advancing the cutting tool holder toward the workpiece
for machining the exterior of the workpiece. A boring tool
holder is configured for holding a boring tool. A common
support assembly supports the end work support and the
boring tool holder to allow the length of the boring tool to be
maximized for deep boring.

Advantageously, with the boring tool holder removed from
the cutting tool holder to be mounted to the common support
assembly with the end work support, the length of the boring
tool can be increased without requiring a decrease in the
length of the workpiece within the turning center. Another
advantage of the separate mounting of the exterior cutting
tools and the boring tool is to allow the cutting tool holder to
travel closer to the work holder along the workpiece central
axis independent of the length of the boring tool. When the
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boring tool is mounted to the cutting tool holder, the length of
the boring tool limited the distance in which the cutting tool
holder could travel toward the headstock.

In one form, the common support assembly is mounted for
travel along the machine base in a transverse direction relative
to the workpiece central axis for selectively aligning the end
work support or the boring tool holder with the corresponding
end of the workpiece. This allows for exterior machining of
the workpiece with one of the cutting tools with the end work
support engaging the corresponding workpiece end or inte-
rior machining of the workpiece with the boring tool aligned
for boring the corresponding end of the workpiece with the
end work support shifted away therefrom. By mounting the
boring tool holder to the common support assembly with the
end work holder, the boring tool is not mounted to the cutting
tool holder, allowing for a longer boring tool holder that can
rigidly support a longer boring tool for deeper interior
machining of the elongate workpiece, such as for forming a
variety of deep boring diameters in a cylindrical workpiece.

In accordance with another aspect, a machine tool appara-
tus has a machine base, an end work support configured for
rotatably supporting a workpiece having a central axis
extending horizontally at a predetermined height, and a bor-
ing tool holder sized to support a boring tool to be disposed at
the same predetermined height as the workpiece central axis.
A common support assembly has the end work support and
the boring tool holder mounted thereon for shifting relative to
the machine base to align either the end work support or the
boring tool holder with the workpiece central axis.

Advantageously, the common support assembly allows for
the boring tool holder or the end work support to selectively
align with the end of the workpiece by shifting along a com-
mon plane without requiring the boring tool to be shifted
vertically for aligning with the workpiece.

In one form, the common support assembly includes a
mounting base portion to which the end work support and the
boring tool holder are mounted and a common support car-
riage to which the mounting base portion is mounted. The
mounting base portion and the common support carriage have
lateral linear guide bearings therebetween oriented to extend
laterally for shifting of the mounting base portion transverse
to the workpiece central axis. The common support carriage
and the machine base have longitudinal linear guide bearings
oriented to extend longitudinally for shifting of the common
support carriage along the workpiece central axis.

The combination of the mounting base that shifts laterally
and the common support carriage that shifts longitudinally
allows the end work support to be shifted both along the
workpiece central axis and transverse to the workpiece cen-
tral axis for selective alignment and engagement with the
corresponding end of the workpiece. This combination also
allows the boring tool holder to be shifted both along the
workpiece central axis and transverse to the workpiece cen-
tral axis for selective alignment with the corresponding end of
the workpiece for allowing the boring tool to be advanced into
engagement with the corresponding end of the workpiece.
Thus, both the end work support and the boring tool holder
can be shifted bi-axially along a common plane.

In one preferred form, the machine tool also has a base
plate of the boring tool holder mounted to the mounting base
portion having the boring tool holder mounted thereto, and
longitudinal linear guide bearings between the base plate and
the mounting base portion oriented to extend longitudinally
for advancing and retracting the boring tool holder and boring
tool toward and away from the workpiece along the central
axis thereof. The base plate mounted to the mounting base
portion for longitudinal travel relative to the mounting base
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portion allows the boring tool to be advanced toward and
away from the workpiece while the end work support remains
stationary.

In accordance with another aspect, a machine tool for
machining an elongate workpiece has a machine base, a head-
stock having a rotary drive configured for holding and rotat-
ably driving a driven end of the elongate workpiece, a tail-
stock having a centering mechanism configured for engaging
a supported end of the elongate workpiece opposite the driven
end thereof, a steady rest having a workpiece support device
configured for supporting the elongate workpiece between
the headstock and the tailstock as the workpiece is rotatably
driven by the headstock rotary drive, and a turret configured
for holding multiple cutting tools to machine an exterior
surface of the elongate workpiece, a boring tool holder con-
figured for holding a boring tool for machining an interior
surface of the elongate workpiece, and a common support
assembly for the tailstock and the boring tool holder. The
common support assembly is mounted for shifting relative to
the machine base and is configured to allow the tailstock to
engage the supported end when undertaking an exterior sur-
face machining operation or to shift the tailstock to a non-
operative position spaced from the workpiece supported end
for shifting the boring tool holder toward the workpiece sup-
ported end for undertaking an interior machining operation.

In one form, the common support assembly may include a
common support carriage and a mounting base portion of the
tailstock to which the boring tool holder is mounted, with the
common support carriage and the machine base having lon-
gitudinal linear guide bearings therebetween oriented to
extend longitudinally for shifting the tailstock to engage the
workpiece supported end, and the mounting base portion and
the common support carriage having lateral linear guide bear-
ings therebetween oriented to extend laterally for shifting the
tailstock to the non-operative position and aligning the boring
tool holder with the supported end of the elongate workpiece.
Mounting the boring tool holder to the mounting base portion
along with the tailstock and separately from the turret allows
for switching between engaging the workpiece with the tail-
stock or aligning the boring tool holder with the workpiece
independent of the turret.

In another form, the common support assembly may
include a mounting base portion for carrying the tailstock and
the boring tool holder thereon, with the boring tool holder
including a base plate portion and an elongated tool holding
portion mounted thereto, the base plate portion and the
mounting base portion having longitudinal linear guide bear-
ings therebetween oriented to extend longitudinally for shift-
ing the boring tool holder relative to the tailstock toward the
workpiece supported end for undertaking the interior machin-
ing operation with the tailstock shifted to the non-operative
position. Mounting the base plate and the boring tool holder
to the mounting base portion allows the boring tool holder to
translate toward the workpiece for machining the workpiece
with the boring tool independent of the tailstock without
requiring the tailstock to retract behind the boring tool holder.
Another advantage is that the boring tool holder can be longer
and therefore rigidly support a longer boring tool to perform
deeper interior machining operations on the workpiece.

In accordance with another aspect, a method for machining
a workpiece includes holding a first end of a workpiece in a
work holder, supporting a second end of the workpiece via an
end work support, advancing a cutting tool holder carrying a
cutting tool from an inoperative position toward the work-
piece to an operative position to machine the exterior of the
workpiece with the cutting tool, retracting the cutting tool
holder from the workpiece to a stored position, disengaging
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the end work support from the second end of the workpiece,
and advancing a boring tool holder from a stored position
toward the second end of the workpiece to an operative posi-
tion to machine an interior surface of the workpiece while the
cutting tool holder remains in the inoperative position.
Machining the interior surface while the cutting tool holder
remains in the inoperative position allows for boring the
workpiece independent of the cutting tool holder, and does
not require the cutting tool holder to translate beyond the end
of the workpiece for being aligned therewith for interior
machining.

In one form, the end work support may be disengaged by
translating the end work support in a direction transverse to
the central axis of the workpiece. In another form, the method
may include shifting the end work support and the boring tool
holder together when disengaging the end work support from
the second end of the workpiece. In yet another form, the
method may include shifting the end work support in a direc-
tion transverse to the central axis of the workpiece to a non-
operative position, and keeping the end work support fixed in
the non-operative position laterally adjacent to the boring tool
holder while the boring tool holder is advanced toward the
second end of the workpiece to machine the interior surface of
the workpiece. By advancing the boring tool holder while the
end work support is shifted transverse to the workpiece cen-
tral axis to a non-operative position, a longer boring tool can
be used for deeper interior machining because the boring tool
is essentially swapped out for the end work support to take up
the space formerly occupied by the end work support in its
operative position engaged with the workpiece. However, the
end work support is not retracted away from the workpiece
along the workpiece axis to create space for the boring tool,
which avoids the compromise between shorter or longer
workpieces or boring tools. This is in contrast to the prior
machine which retracted the end work support along the
workpiece axis to its non-operative position requiring the
turret to be oriented to position the boring tool between the
workpiece and the end work support in line with the work-
piece central axis for a boring operation. As is apparent, in this
instance either the boring tool or the workpiece length had to
be compromised to fit in a given size housing for the machine
tool.

In one form, the cutting tool holder may be advanced
toward the workpiece to machine the exterior of the work-
piece with the cutting tool holder between the driven end and
the supported end of the workpiece while the boring tool
holder is located at the opposite side of the supported end.
With the boring tool holder located beyond the end of the
workpiece and separate from the cutting tool holder, the cut-
ting tool holder can machine a greater length along the work-
piece further toward the work holder.

BRIEF DESCRIPTION OF THE DRAWINGS

FIG. 1 is a perspective view of a machine tool for rotating
aworkpiece illustrating a housing within which are mounted:
amachine base, a headstock, a steady rest, a turret mounted to
a carriage assembly, and a common support assembly having
a tailstock and a boring tool mounted thereto;

FIG. 2 is a perspective view of the machine tool of FIG. 1
having the housing removed to illustrate the arrangement of
the machine base, headstock, the turret, the steady rest, the
common support base, the tailstock, and a boring tool holder
having the boring tool;

FIG. 3 is top plan view of the machine tool of FIG. 1 having
the housing removed to illustrate the arrangement of the
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machine base, headstock, the turret, the steady rest, the com-
mon support base, the tailstock, and the boring tool holder
having the boring tool;

FIG. 4 is front elevational view of the machine tool of FIG.
1 having the housing removed to illustrate the arrangement of
the machine base, headstock, the turret, the steady rest, the
common support base, the tailstock, and the boring tool
holder having the boring tool;

FIG. 5 is aperspective view of a section of the machine tool
of FIG. 1 taken along the line A-A illustrating the common
support assembly having a common support carriage and a
mounting base portion, the machine base, the tailstock, and
the boring tool holder having a base plate and the boring tool;

FIG. 6 is a front elevation view of the common support
assembly of FIG. 5;

FIG. 7 is a left side elevational view of the common support
assembly of FIG. 5;

FIG. 8 is a top plan view of the common support assembly
of FIG. 5;

FIG. 9 is a right side elevational view of the common
support assembly of FIG. 5;

FIG. 10 is a bottom perspective view of the common sup-
port assembly of FIG. 5, with the common support carriage
removed to illustrate the bottom of the mounting base portion
and a screw drive mechanism for translating the mounting
base assembly laterally along the X-axis X1 relative to the
common support carriage;

FIG. 11 is a bottom perspective view of the boring tool
holder of FIG. 5, with the mounting base portion removed to
illustrate the bottom of the base plate and a screw drive
mechanism for translating the base plate longitudinally along
the Z-axis Z1 relative to the mounting base portion;

FIG.12 is atop plan view of a workpiece held at one end by
the headstock and supported at the opposite end by the tail-
stock, with the steady rest providing support therebetween,
and illustrating an operative position of the tailstock;

FIG.13 is atop plan view of the workpiece of FIG. 12, with
the tailstock disengaged from the workpiece illustrating a
non-operative position of the tailstock, with the boring tool
aligned with the corresponding end of the workpiece and
translated into the workpiece;

FIG. 14 is aleft side elevational view of the carriage assem-
bly of FIG. 2, with the turret removed to illustrate the carriage
assembly;

FIG. 15 is a right side elevational view of the machine tool
of FIG. 1, with the housing removed to illustrate the align-
ment of the tailstock with the headstock, with the boring tool
mounted adjacent the tailstock.

DETAILED DESCRIPTION OF THE PREFERRED
EMBODIMENTS

As shown, a turning center 10 is provided for machining a
workpiece 12, such as a cylindrical bar or other elongated
member. With reference to FIGS. 1-4, the turning center 10
generally includes a base 11, a work holder 14 in the form of
the illustrated headstock 14a having a rotary drive 14¢ and
chucking members 145 mounted thereto that are rotatably
driven to rotate the workpiece 12, a cutting tool holder 16 in
the form of the illustrated turret 16a holding multiple cutting
tools 18 for machining the exterior of the workpiece 12, an
intermediate work support 19 in the form of the illustrated
steady rest 20 for engaging the exterior of the workpiece 12
and providing it support, an end work support 22 in the form
of'the illustrated tailstock 23 for engaging and supporting the
end of the workpiece 12 opposite the work holder 14, a boring
tool 24 for machining the interior of the workpiece 12, a
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boring tool holder 26 for holding the boring tool 24, and a
common support assembly 27 having a common support
carriage 274 and a mounting base portion 28 mounted thereto
for mounting the end work support 22 and the boring tool
holder 26.

The mounting base portion 28 mounts the boring tool 24
adjacent the end work support 22 rather than at the cutting
tool holder 16. Mounting the boring tool 24 to the mounting
base portion 28 of the common support assembly 27 allows
the turret 164 to travel close to the headstock 14, because the
boring tool 24 does not extend orthogonally from the turret
16a. Furthermore, mounting the boring tool 24 at the mount-
ing base portion 28 allows for a longer boring tool 24 that can
bore deeper into the workpiece 12 without sacrificing the
length of the workpiece 12 to be machined within housing
104 of the turning center 10. In one approach, the length of the
boring tool 24 is about 1145 mm, which is supported by the
boring tool holder 26 along a length of 507 mm. The diameter
of the boring tool 24 is about 100 mm. In this approach, the
length of the workpiece 12 within the housing 10a of the
turning center 10 is about 3578 mm, minus the clamping
distance at the chucking members 145. In one approach, the
clamping distance at the chucking members 145 is about 234
mm, reducing the machinable length of the workpiece 12 to
3344 mm.

With reference to FIGS. 1 and 2, the turning center 10 has
a housing 10a that is generally enclosed to keep debris and
other airborne matter resulting from the machining process
from exiting the turning center 10 during machining. The
turning center 10 includes a left end 105, a right end 10c¢, a
rear side 104, a front side 10e, a top 10f; and a bottom 10g. A
longitudinal Z-axis 71 runs from the left end 105 to the right
end 10c. A lateral X-axis X1 runs from the front side 10e to
the rear side 10d. A generally vertical Y-axis Y1 runs from the
bottom 10f'to the top 10g.

The base 11 is mounted within the housing 10a and gen-
erally includes a machine bed 11a that extends along the
longitudinal Z-axis Z1. The headstock 14a is located adjacent
the left end 105 of the turning center 10. The headstock 14a
includes multiple chucking members 145 for holding the
workpiece 12. In one approach, the chucking members 145
hold the workpiece 12 having a diameter of 21 inches; how-
ever, the chucking members 145 can also hold workpieces 12
having other diameters, such as, for example, 15 inches or 18
inches. As is known, the headstock 144 includes the rotary
drive 145 that rotatably drives the workpiece 12 held by the
chucking members 145 about a central axis of rotation that is
generally parallel to the longitudinal Z-axis Z1. In one
approach, the headstock 14a drives the workpiece 12 at 2,000
RPM and 40 horsepower. The headstock 14a is typically
servo-controlled and receives feedback on the rotational
speed to allow for precise rotation and machining of the
workpiece 12.

With reference to FIGS. 2 and 5-9, the common support
assembly 27 is located adjacent the right end 10¢ of the
turning center 10 opposite the headstock 14a. The common
support carriage 27a is mounted to the base 11 with front
linear guide bearings 40 therebetween extending longitudi-
nally along the Z-axis Z1 for permitting the common support
carriage 274 to travel along the Z-axis Z1. The illustrated
front linear guide bearings 40 are in the form of a track or a
pair of rails 40a mounted to the base 11, though slides, ways,
or other linear guide bearings can also be used. The common
support carriage 27a is translated along the rails 40q via a
drive-screw mechanism 405.

The mounting base portion 28 is mounted to the common
support carriage 27a with lateral linear guide bearings 45
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therebetween extending laterally along the X-axis X1 for
permitting the mounting base portion 28 to travel relative to
the common support carriage 27a and transverse to the central
axis of the workpiece 12. The illustrated lateral linear guide
bearings 45 are in the form of a track or a pair of rails 45a
mounted to the mounting base portion 28, but can also be in
the form of a slide, way, or other linear guide bearing.

The tailstock 23 and the boring tool holder 26 are mounted
to the mounting base portion 28 laterally adjacent each other
for selective alignment with the corresponding end of the
workpiece 12 via the transverse translation of the mounting
base portion 28 relative to the common support carriage 27a.
In one form, the tailstock 23 and the boring tool holder 26
have respective longitudinal central axes T1 and B1 having a
fixed distance therebetween. Furthermore, the axes T1 and B1
are located generally at the same vertical height as the central
axis of the workpiece 12 relative to the Y-axis Y1. Therefore,
the mounting base portion 28, and the tailstock 23 and boring
bar holder 26 mounted thereto, can be positioned bi-axially
along the Z-axis Z1 and the X-axis X1 relative to the corre-
sponding end of the workpiece 12 without requiring vertical
translation along the Y-axis Y1. The common support assem-
bly 27 can translate longitudinally toward and away from the
corresponding end of the workpiece 12 via the travel of the
common support carriage 274 along the Z-axis 71, and also
transverse to the central axis of the workpiece 12 along the
X-axis X1 via the rails 45a. The location of the common
support carriage 27a and the mounting base portion 28 are
servo controlled to allow for precision controlled movements
along both the Z-axis Z1 and the X1-axis X1, respectively.

More specifically, and with reference to FIG. 10, the
mounting base portion 28 is motor-driven for translation rela-
tive to the common support carriage 27a via a screw drive
mechanism 54. The mounting base portion 28 has a flange
28a extending from the bottom surface thereof. The flange
28a has a threaded sleeve 286 fixedly mounted thereto. The
screw drive mechanism 54 has a servo-driven motor 55 with
a threaded rotary shaft 56 mounted thereto and rotatably
driven by the motor 55. The threaded rotary shaft 56 is further
rotatably mounted to a support housing 57 at the opposite end
of'the threaded rotary shaft 56. The servo-driven motor 55 and
the support housing 57 are fixedly mounted to the common
support carriage 27a. The threaded rotary shaft 56 is received
within the threaded sleeve 285.

Additionally, the rails 454 are fixedly mounted to the lower
surface of the mounting base portion 28 such that the rails 454
travel within a set of trucks 58, which are fixedly mounted to
the common support carriage 27a. Thus, the motor 55, the
support housing 57, the trucks 58, and the threaded rotary
shaft 56 are mounted to the common support carriage 27a and
do not translate laterally relative to the common support car-
riage 27a. To translate the mounting base portion 28, the
motor 55 rotatably drives the threaded rotary shaft 56, which
converts the rotational movement of the threaded rotary shaft
56 into translational movement of the mounting base portion
28. To drive the mounting base portion 28 for translation in
the opposite direction, the motor 55 rotates the threaded
rotary shaft 56 in the opposite rotary direction.

As shown in FIGS. 5-9, the boring tool 24 is mounted to the
boring tool holder 26, which is mounted to an underlying base
plate 59, which is mounted on the mounting base portion 28.
The boring tool holder 26 has a generally rectangular body
26a, having a generally cylindrical cavity 265 therein. The
boring tool holder 26 further has an upper slot 26¢ and a
plurality of through-holes 264. The boring tool holder 26
further has a plurality of mounting holes 26¢ for mounting the
boring tool holder 26 to the base plate 59 via fasteners. The
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boring tool holder 26 clamps and holds the boring tool 24 in
place by receiving the boring tool 24 in the cylindrical cavity
265 and clamping the boring tool holder 26 together via
fasteners inserted through the through-holes 26d to draw
opposite upper clamping portions 26e and 26/of the body 264
toward each other and tightly against the boring tool 24. In
one approach, the length of the cavity 265 that clamps and
supports the boring tool 24 is about 507 mm, and the diameter
of'the boring tool 24 is about 100 mm. By way of example, the
length of the boring tool 24 that extends from the boring tool
holder 26 can be approximately 1145 mm.

The base plate 59 is mounted to the mounting base portion
28 with base plate linear guide bearings 50 therebetween,
which extend generally along the Z-axis Z1. The illustrated
base plate linear guide bearings 50 are in the form of a track
orapair ofrails 50a mounted to the mounting base portion 28,
but can also be in the form of a slide, way, or other linear guide
bearing. The base plate 59 can translate longitudinally toward
and away from the corresponding end of the workpiece 12
along the Z-axis Z1 relative to the mounting base portion 28
and the tailstock 23 mounted thereto.

More specifically, and with reference to FIG. 11, the base
plate 59 is motor-driven for translation via a base plate screw
drive mechanism 60. The base plate 59 includes a flange 594
extending from the bottom of the base plate 59. The flange
59a has a threaded sleeve 595 mounted thereto. The base plate
screw drive mechanism 60 includes a servo driven motor 60a
having a threaded rotary shaft 61 mounted thereto for being
rotatably driven. The threaded rotary shaft 61 is mounted at
the end opposite the motor 604 to a support housing 62. The
motor 60a and the support housing 62 are fixedly mounted to
the top of the mounting base portion 28. The threaded rotary
shaft 61 can rotate within the support housing 62 in response
to being rotatably driven by the motor 60a. The base plate 59
has a set of trucks 64 fixedly mounted thereto for travel along
the rails 50a. To translate the base plate 59, the motor 60a
rotatably drives the threaded rotary shaft 61 that, in combi-
nation with the flange 59a and threaded sleeve 595, converts
the rotational movement of the threaded rotary shaft 61 into
translational movement along the Z-axis 71 of the base plate
59 and the trucks 64 via the rails 50q. To drive the base plate
59 for translation in the opposite rotary direction, the motor
604 rotates the threaded rotary shaft 61 in the opposite rotary
direction.

Thus, the boring tool 24 can travel along the Z-axis 71 via
the travel ofthe base plate 59 along the mounting base portion
28 to advance the boring tool 24 toward the corresponding
end of the workpiece 12 to machine the interior thereof and to
retract the boring tool 24 away therefrom, and can further
travel transverse to the workpiece 12 via the travel of the
mounting base portion 28 along the X-axis X1 relative to the
common support carriage 27a. For example, the boring tool
24 can bore the interior of the workpiece 12 to create a 6 inch
diameter cylindrical cavity having a depth of 3 feet, retract
from that depth, and then subsequently bore the interior of the
workpiece 12 to create a 9 inch diameter cylindrical cavity
having a depth of 2 feet. The location of the boring tool 24
along the Z-axis Z1 relative to the mounting base portion 28
is generally servo-controlled via the motor 60a that receives
feedback for precisely locating the boring tool 24 along the
Z-axis Z1.

In one form, the boring tool holder 26 only shifts along the
Z-axis 71 such that it does not overlap the length of the
workpiece 12 along the central axis of the workpiece 12.
Unlike the prior art where the boring tool 24 is mounted at the
turret 16a, the boring tool 24 mounted to the mounting base
portion 28 does not take up space along the Z-axis Z1 between
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the headstock 14a and the tailstock 23 when the boring tool 24
is not machining the workpiece 12.

As shown in FIGS. 5-8, the boring tool 24 includes a
cutting tip 71 and a generally elongated body 72. The cutting
tip 71 is mounted at the forward end of the body 72 nearest the
workpiece 12. The body 72 has a generally elongated cylin-
drical shape and is mounted within the boring tool holder 26
as described above. The cutting tip 71 is oriented generally
along the X-axis X1 beyond the circumference of the body
72. Thus, when the boring tool 24 is machining the interior of
the workpiece 12, the cutting tip 71 will engage and cut an
interior surface of the workpiece 12 while the body 72
remains clear of the cut interior surface. By way of example,
the diameter of the body 72 can be approximately 100 mm.

With reference to FIGS. 2-10, the tailstock 23 provides
support to the workpiece 12 by engaging the end of the
workpiece 12 opposite the headstock 14a. The tailstock 23
generally includes a housing 23a, which is preferably formed
as a single piece with the mounting base portion 28. However,
the housing 23a could, alternatively, be a separate unit
mounted to the mounting base portion 28. The tailstock 23
includes a rotatable shaft mounted within bearings, rollers or
other known rotary bearings within the housing 23a to allow
the tailstock 23 to rotate about a central axis thereof in
response to the workpiece 12 being rotatably driven by the
headstock 14a.

With particular reference to FIGS. 5-8, the tailstock 23
includes a workpiece engaging or centering member 235
having various sizing depending on the size of the workpiece
12. The centering member 235 is mounted to the shaft of the
tailstock 23 for rotation. Thus, when the tailstock 23 is
aligned with the central axis of the workpiece 12, the tailstock
23 can travel longitudinally toward the workpiece 12 at its
supported end 124 into engagement therewith via the travel of
the common support assembly 27 along the Z-axis Z1. As the
workpiece 12 is rotatably driven at its driven end 124 via the
headstock 14a, the tailstock 23 allows the workpiece 12 to
rotate while being supported at its supported end 12a. The
location of the tailstock 23 via the common support assembly
27 is generally servo-controlled to receive feedback for
allowing precise support and engagement with the corre-
sponding end of the workpiece 12.

The tailstock 23 has three main positions: a retracted posi-
tion; an operative position; and a non-operative boring posi-
tion. In the retracted position, the common support carriage
27a is shifted away from the workpiece 12 along the Z-axis
71 toward the right side 10¢ of the turning center 10 so that the
tailstock 23 is disengaged from the workpiece 12. In the
operative position (FIG. 12), the mounting base portion is
located along the X-axis X1 such that the tailstock 23 is
aligned with the central axis of the workpiece 12, and the
common support carriage 27a is located such that the tail-
stock 23 and specifically the centering member 235 thereof
engages and supports the workpiece 12. In the non-operative
boring position (FIG. 13), the mounting base portion 28 is
located along the X-axis X1 such that the tailstock 23 is
rearwardly offset from the central axis of the workpiece 12
and the boring bar 24 is aligned with the end of the workpiece
12.

With reference to FIGS. 1, 2, and 14, the turret 16a is
mounted to a carriage assembly 134. The carriage assembly
134 is mounted to rear linear guide bearings 136 that extend
longitudinally along the Z-axis Z1 of the base 11. The illus-
trated rear linear guide bearings 136 are in the form of a track
or a pair of rails 1364 mounted to the base 11, but can also be
in the form of slides, ways, or other linear guide bearing. The
rails 1364 allow the carriage assembly 134 holding the turret
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164 to travel along the base 11 to position the turret 16a for
machining at various axial locations along the workpiece 12.
The location of the carriage assembly 134 is generally servo-
controlled and receives feedback regarding its position to
allow for precise machining ofthe workpiece 12. The carriage
assembly 134 is driven along rails 136a via a linear drive
mechanism such as a screw drive mechanism, though other
means of driving the carriage assembly 134 for translation
along its axis of movement may also be used.

With reference to FIGS. 14 and 15, the carriage assembly
134 has three slide members or components that can slide in
different axial directions to position the turret 16a for machin-
ing: a turret mounting portion 1344, a wedge portion 1345,
and a longitudinal slide portion 134¢. The turret 16a is rotat-
ably mounted to the turret mounting portion 134a and can be
rotated to position one of the multiple cutting tools 18 for
machining the workpiece 12. The turret mounting portion
134a includes a cylindrical cavity 134d configured to receive
aportion of the turret 16a therein. Within the cavity 134dis a
mounting plate 134e, to which the turret 16a is secured. The
mounting plate 134e is servo-controlled to rotate the turret
164 to select the cutting tool 18 for machining the exterior of
the workpiece 12. The turret mounting portion 134a is
mounted for sliding relative to the wedge portion 1345 with
upper oblique linear guide bearings 134ftherecbetween. The
upper oblique linear guide bearings 134/ are in the form of a
track or a pair of rails 134/% mounted to the wedge portion
13454, but can also be in the form of a slide, way, or other linear
guide bearing. The rails 134/ extend generally along an XY1-
axis XY1 that extends at an oblique angle between the X-axis
X1 and the Y-axis Y1 and running between the top rear and the
front bottom of the turning center 10.

The wedge portion 1345 has a general wedge shaped cross-
section and is mounted between the upper turret mounting
portion 134a and the lower longitudinal slide portion 134c,
with lower oblique linear guide bearings 134g mounted ther-
ebetween. The lower oblique linear guide bearings 134g are
in the form of a track or a pair of rails 134/ mounted to the
wedge portion 1345, but may also be in the form of a slide,
way, or other linear guide bearing. The rails 134/ extend
generally along an XY?2-axis XY?2 that extends at an oblique
angle between the X-axis X1 and the Y-axis Y1 and running
between the top front and the rear bottom of the turning center
10.

The longitudinal slide portion 134¢ is mounted to the rails
136a for translating the carriage assembly 134 having the
turret 164 to various axial locations along the Z-axis 7Z1.

The carriage assembly 134 and its components, as a whole,
are servo-controlled to position the turret 164, as necessary. In
general, the turret 16a and the carriage assembly 134 have
two main positions based on the positioning of the turret
mounting portion 134a and the wedge portion 1345: an
operative position and a non-operative or stored position. The
non-operative position is located above and rearwardly of the
workpiece 12 relative to the operative position. To locate the
turret 16a in the non-operative position, the turret mounting
portion 134a travels via the rails 134/ along the XY1-axis
XY1 upward and rearward from the workpiece 12. Addition-
ally, the wedge portion 1345 travels via the rails 1345 along
the XY2-axis XY2 downward and rearward from the work-
piece 12. The combination of the travel of both the turret
mounting portion 134a and the wedge portion 1345 locates
the turret mounting portion 134« having the turret 164 and the
wedge portion 1345 above and rearwardly from the work-
piece 12 for when the turret 16a does not machine the work-
piece.
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In the operative position, the turret 16a is located to
machine the exterior of the workpiece with the selected cut-
ting tool 18. To locate the turret 16 in the operative position,
the wedge portion 1344 travels via the rails 134/ along the
XY2-axis XY2 in a forward and upward direction toward the
workpiece 12. With the wedge portion 1345 in this position,
the turret 16a, held by the turret mounting portion 134a, is
aligned with the workpiece 12 along the XY1-axis XY1. The
turret 16a is in the operative position when the turret mount-
ing portion 134a carrying the turret 16a has traveled for-
wardly and downwardly along the XY1-axis and the selected
cutting tool 18 engages the exterior of the workpiece 12 to
machine the workpiece 12.

For a particular exterior machining operation, prior to trav-
eling to the operative position, the turret 16a will rotate to
position the desired cutting tool 18 to be aligned with the
workpiece 12 along the XY1-axis XY1 when the turret 16a
translates to the operative position. The other cutting tools 18
mounted at the circumference of the turret 16a that are not in
use are available for selection via further rotation of the turret
16a after the turret 16a is retracted from the operative posi-
tion.

With reference to FIGS. 1-4, 12, and 13, the steady rest 20
is mounted to the base 11 with the rails 40a therebetween. The
steady rest 20 can travel along the Z-axis Z1 via the rails 40a
to various axial locations between the headstock 144 and the
tailstock 23 to support the workpiece 12. The steady rest 20 is
servo-controlled and receives feedback to allow for precise
positioning along the Z-axis Z1.

The steady rest 20 can have a typical configuration includ-
ing a housing 20a and a pair of arms 142 mounted to the
housing 204 for opening and closing to grasp and support the
exterior of the workpiece 12 while also allowing the work-
piece 12 to rotate as it is held by the arms 142. The arms 142
include bearings, rollers, or other known rotational members
that engage the workpiece 12 and allow it to rotate as it is held
by the arms 142. The arms 142 have at least two positions: a
disengaged position and an engaged position. When the arms
142 are in the disengaged position, the arms 142 are pivoted
to be spaced from the workpiece 12 via a pivot connection at
the steady rest housing 20a so that the arms 142 do not
support the workpiece 12. When the arms 142 are in the
disengaged position, the steady rest 20 can travel along the
rails 40q to various axial positions along the Z-axis Z1.

When the arms 142 are pivoted to the engaged position, the
arms 142 grasp the workpiece 12, providing support while
allowing the workpiece 12 to rotate as it is held by the arms
142. In the engaged position, the steady rest 20 provides
support in the case where the tailstock 23 is disengaged from
the workpiece 12, or when added support of the workpiece 12
between the headstock 14a and the tailstock 23 is desired. In
some instances when the exterior of the workpiece 12 is being
machined, the steady rest 20 may not be necessary or desired.
In such cases, the steady rest 20 can disengage from the
workpiece 12 and travel to another location along the Z-axis
71.

With reference to FIGS. 1 and 2, the location of the boring
tool 24 atthe mounting base portion 28 rather than at the turret
16a allows for an increased longitudinal machining range of
the workpiece 12. By mounting the boring tool 24 at the
mounting base portion 28, the turret 16a and carriage assem-
bly 134 can travel further toward the headstock 14a without
sacrificing the length of the boring tool 24. When the boring
tool 24 extended orthogonally from the turret 16a in the prior
art, the length of'the boring tool was limited to about 210 mm
before the travel of the turret 164 toward the headstock 14a
was restricted.
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With the boring tool 24 mounted adjacent the tailstock 23
at the mounting base portion 28, the length of the boring tool
24 occupies space beyond the supported end 12a of the work-
piece 12, rather than occupying space extending orthogonally
from the turret 16a. By removing the boring tool 24 from the
turret 16a, the turret 16a is generally not restricted from
travelling toward the headstock 14qa, and the length of the
boring tool 24 is not compromised. Furthermore, the turret
164 does not need to travel into the space along the Z-axis 71
beyond the end of the workpiece 12 with the boring tool 24
attached. Thus, mounting the boring tool 24 adjacent the
tailstock 23 allows for deep boring with a long boring tool 24
without typically requiring a reduction in the length of the
workpiece 12.

Additionally, by mounting the boring tool 24 at the com-
mon support assembly 27, the turret 16a can have a greater
number of cutting tools 18 mounted thereon because the
boring tool 24 no longer takes up space on the turret 16a.
Furthermore, by mounting the boring tool 24 to the boring
tool holder 26, the diameter of the boring tool 24 can be
increased because it no longer takes up the limited space on
the turret 164, unlike in the prior art where the diameter of the
boring tool 24 was minimized to avoid decreasing the area on
the turret 16a for mounting of the cutting tools 18 thereon.

Mounting the boring tool 24 in the boring tool holder 26 on
the common support assembly 27 also allows for an increased
length of supporting the boring tool 24. When the boring tool
24 was mounted at the turret 16a, as described above, the
diameter to length ratio was limited to about 1:4.2 before
becoming unstable and resulting in chatter. By mounting the
boring tool 24 to the boring tool holder 26 having a greater
clamping length, the diameter to length ratio can approach
about 1:11.5 in some conditions. Thus, the increased diameter
of'the boring tool 24, in addition to the increased diameter to
length ratio afforded by the longer clamping length, results in
a longer boring tool 24 without sacrificing the length of the
workpiece. As described above, in one approach, the length of
the boring tool is about 1145 mm and the length of the work-
piece is about 3578, minus chucking length. The increased
length of the boring tool 24 relative to the prior art allows for
deeper boring without compromising the length of the work-
piece 12 or the range of external machining by the turret 16a.

Overall, the turning center 10 includes multiple compo-
nents capable of engaging and disengaging the workpiece 12
for support or machining at multiple locations depending on
the particular machining needs for the workpiece 12. The
tailstock 23 can travel toward and away from the workpiece
12 along the Z-axis Z1 to engage and support the workpiece
12, and can also move transverse to the Z-axis 71 along the
X-axis X1. The boring tool 24 can move toward and away
from the workpiece 12 along the Z-axis 71, and can also move
transverse along the X-axis X1. The turret 16a can travel
along the Z-axis Z1 and also toward and away from the
workpiece 12 along XY1-axis to machine the workpiece 12.
The turret 16a can also move to a non-operative position
rearward of the workpiece 12. The steady rest 20 can travel
along the Z-axis Z1 to support the workpiece 12 at various
axial locations. Each of these operations are possible without
sacrificing the exterior machining range of the workpiece 12,
the overall length of the workpiece 12, or depth of boring.
These various components and their movements provide for
robust and variable machining operations especially advan-
tageous for machining elongate workpieces such as cylindri-
cal workpieces having various deep internally bored cylindri-
cal cavities such as blind bores, through bores for pipes,
external machined surfaces, and other machining operations.
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Having described the turning center 10 and its components
generally, the functionality of the turning center 10 will now
be described.

The workpiece 12 is received within the turning center 10
and held at one end by the headstock 14a via the chucking
members 145. The turret 16a is in the non-operative position
and the tailstock 23 is in the retracted position. The steady rest
20 engages the workpiece 12 via the arms 142 to support the
workpiece 12.

With reference to FIG. 12, to machine the exterior of the
workpiece 12, the tailstock 23 is aligned with the correspond-
ing end of the workpiece 12 via the position of the mounting
base portion 28, which is translated along the X-axis X1 via
the screw drive mechanism 54. The tailstock 23 then trans-
lates toward its operative position along the Z-axis 71 via the
translation of the common support carriage 27a along the
rails 40a toward the end of the workpiece 12, such that the
centering member 235 engages the end of the workpiece 12 to
support it. With the workpiece 12 supported by the tailstock
23, the steady rest 20 may be disengaged, if desired, dueto the
support provided by the tailstock 23. Alternatively, the steady
rest 20 may continue to provide additional support to the
workpiece 12 at a location between the headstock 14a and the
tailstock 23. The steady rest 20 can disengage the workpiece
12 and travel along the Z-axis Z1 to another axial location, if
desired, and engage the workpiece 12 at that location to
provide the additional support.

The carriage assembly 134 having the turret 16a will trans-
late along the Z-axis Z1 to the desired axial location along the
length of the workpiece 12. The wedge portion 1345 of the
carriage assembly 134 translates to the operative position
along the XY2-axis XY?2 forwardly toward the workpiece 12.
The turret 164 rotates to select the desired cutting tool 18 for
machining the exterior surface of the workpiece 12. Once the
turret 16a has rotated to position the desired cutting tool 18 in
line with the exterior of the workpiece 12, the turret 16a is
ready for machining the exterior of the workpiece 12.

If the machining operation requires turning the workpiece
12, the headstock 14a will rotatably drive the workpiece 12 at
the desired rotational speed. In one approach the rotational
speed of the workpiece is about 2,000 RPM, though other
rotational speeds can be used as required. In situations where
the steady rest 20 is providing support, the steady rest 20 will
allow the workpiece 12 to rotate as it is held by the arms 142.
The tailstock 23 provides support via the centering member
235, which rotates about its axis based on the rotational speed
of the workpiece 12 driven by the headstock 14a.

While the workpiece 12 is rotating, the turret 164 translates
toward its operative position downwardly and forwardly
toward workpiece 12 via the turret mounting portion 134a,
which translates along the XY1-axis XY1, and the cutting
tool 18 will engage and machine the exterior surface of the
workpiece 12. Depending on the desired machining, the tool
18 may repeatedly translate toward and away from the work-
piece 12 along the XY1-axis XY1 as necessary via the trans-
lation of the turret 16a and the turret mounting portion 134a.
Additionally, the turret 16a may translate along the Z-axis Z1
via the longitudinal slide portion 134¢ of the carriage assem-
bly 134 during machining to machine along the length of the
workpiece 12. The turret 16a may also disengage the work-
piece 12 and rotate to select another cutting tool 18 and
re-engage the workpiece 12 to perform a different exterior
machining operation.

During the exterior machining operation performed by the
turret 16a, the turret 164 is positioned between the driven end
124 and the supported end 12a of the workpiece 12. At the
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same time, the boring tool holder 26 is positioned at the
opposite side of the supported end 12a.

When exterior machining of the workpiece 12 is complete,
the turret 164 and carriage assembly 134 will retract into the
non-operative position until such time as it is necessary to
machine the exterior of the workpiece 12 again. More spe-
cifically, the turret mounting portion 134a having the turret
164 will translate upward and rearward from the workpiece
12 along the XY1-axis XY1, and the wedge portion 1345 will
translate downward and rearward from the workpiece 12
along the XY2-axis XY2. The headstock 14a will stop rotat-
ably driving the workpiece 12.

Once the workpiece 12 has stopped rotating and the turret
164 is in the non-operative position, the workpiece 12 is ready
for interior machining via the boring tool 24. The steady rest
20 will disengage the workpiece 12 and will travel along the
Z-axis Z1 toward the end of the workpiece 12 nearest the
tailstock 23, wherein the steady rest 20 will engage and sup-
port the workpiece 12 with the arms 142.

With the workpiece 12 supported by the steady rest 20, the
tailstock 23 will disengage from the end of the workpiece 12
and travel toward the non-operative position. To disengage
from the workpiece 12, the common support carriage 27a of
the common support assembly 27 will translate along the rails
40a along the Z-axis Z1 toward the right end 10c¢ of the
turning center 10.

The tailstock 23 will then translate to its non-operative
position via the translation of the mounting base portion 28.
The mounting base portion 28 will translate along the X-axis
X1 transverse to Z-axis Z1 via the screw drive mechanism 54
toward the rear of the turning center 10. The tailstock 23 is
positioned rearward of the central axis of the workpiece 12,
and the boring tool 24 is aligned with the end of the workpiece
12. The cutting tip 71 is generally located at about the same
point along the Y-axis Y1 as the central axis of the workpiece
12. The position of the cutting tip 71 along the X-axis X1 is
determined based on the location along the X-axis X1 thatthe
boring tool 24 is intended to machine. For example, if the
boring tool 24 is intended to bore two inches from the central
axis of the workpiece 12 to create a four inch diameter bore,
the cutting tip 71 will be positioned two inches from the
central axis of the workpiece 12. The precise positioning of
the cutting tip 71 is based on the position of the mounting base
28, which is positioned via the servo-controlled motor 55 of
the screw drive mechanism 54 for precise machining. To
position the cutting tip 71 at other locations, the mounting
base portion 58 will translate along the X-axis X1 via the
screw drive mechanism 54. With the cutting tip 71 in the
desired position, the workpiece 12 is ready for boring.

With reference to FIG. 12, to machine the interior of the
workpiece 12, the headstock 14a will rotatably drive the
workpiece 12 about its central axis at the desired rotational
speed. In one approach, the rotational speed of the workpiece
is about 2,000 RPM, but other speeds could be used. The
steady rest 20, supporting the workpiece 12, will allow the
workpiece 12 to rotate at the desired rate as it is held by the
arms 142. The boring tool holder 26 having the boring tool 24
will advance toward the end of the workpiece 12 along the
Z-axis 71 via the translation of the base plate 59 along the
base plate linear guide bearings 50 while the workpiece 12 is
rotating. The base plate 59 is translated along the Z-axis Z1
via the base plate screw drive mechanism 60. When the cut-
ting tip 71 of the boring tool 24 engages the rotating work-
piece 12, the boring tool 24 will bore the interior of the
workpiece 12. The boring tool 24 will continue to advance
into the workpiece 12 to the desired boring depth via the
translation of the base plate 59. The increased diameter of the
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boring tool 24, in addition to the increased support area pro-
vided by the boring tool holder 26, allows the boring tool 24
to machine to a generally deeper depth than in the prior art,
thereby permitting deep boring.

If desired, the boring tool 24 can retract along its path of
advancement via the translation of the base plate 59 to bore
along the same path as it did while advancing. Alternatively,
at the conclusion of boring to the desired depth, the mounting
base portion 28 can translate along the X-axis X1 toward the
center of the workpiece 12 such that the boring tool 24 dis-
engages the interior of the workpiece 12. The boring tool
holder 26 will then retract via the base plate 59 along the
mounting base portion 28 to a non-operative position, where
the boring tool 24 is retracted from the interior of the work-
piece 12.

Atthe conclusion of the boring process, the headstock 14a
will stop rotatably driving the workpiece 12. At this point, the
turning center 10 can perform a subsequent process. For
example, if further exterior machining is desired, the mount-
ing base portion 28 can translate along the X-axis X1 to align
the tailstock 23 with the central axis of the workpiece 12, and
the common support assembly 27 can subsequently translate
toward the end of the workpiece 12 bring the tailstock 23 into
engagement therewith. The turret 16a can select the desired
cutting tool 18, as described above, and return to the operative
position and the exterior machining process described above
can be similarly performed.

Additionally, if further boring is desired, the mounting
base portion 28 can translate again to bring the boring tool 24
in line with the desired boring location, and the boring pro-
cess described above can be similarly performed.

The order in which the above exterior machining and inte-
rior machining processes are performed can be varied to suit
the desired needs of the machining process. For example, the
interior machining using the boring tool 24 could be per-
formed first. The exterior machining could be performed
multiple times with the interior machining occurring periodi-
cally between exterior machining steps.

In one approach, because the boring tool 24 is separate
from turret 164, the turret 16a could machine the exterior of
the workpiece 12 at the same time that the boring tool 24 is
machining the interior of the workpiece 12. In this situation,
the selected tool 18 at the turret 16a would be selected to
machine the exterior of the workpiece 12 while the workpiece
12 is rotating, due to the rotation required for performing the
internal boring operation. In such an approach, the rotational
speed required for the boring process would be the same as
the rotational speed required for the exterior machining.

While there have been illustrated and described particular
embodiments of the present invention, it will be appreciated
that numerous changes and modifications will occur to those
skilled in the art, and it is intended in the appended claims to
cover all those changes and modifications that fall within the
true spirit and scope of the present invention.

What is claimed is:

1. A machine tool apparatus comprising:

a machine base;

a work holder configured to be secured to one end of a
workpiece and having a rotary drive for rotationally
driving the workpiece about a central axis thereof, the
work holder being mounted to the machine base so that
the work holder remains stationary relative to the
machine base during machining of an exterior of the
workpiece;

an end work support having a workpiece engaging member
configured to support the workpiece at an end opposite
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the work holder for rotation about a central longitudinal
axis of the end work support as the workpiece is driven
by the work holder;

a cutting tool holder configured for holding multiple cut-
ting tools;

a carriage assembly that supports the cutting tool holder
and is mounted to the machine base to be movable along
the machine base toward and away from the stationary
work holder for shifting the cutting tool holder along the
central axis for locating one of the cutting tools therea-
long and advancing the cutting tool holder toward the
workpiece for machining the exterior of the workpiece;

a boring tool holder having an elongated cylindrical cavity
for holding a boring tool, the cylindrical cavity having a
central longitudinal axis;

a common support assembly that supports the end work
support and the boring tool holder so that the boring tool
holder cylindrical cavity central longitudinal axis is lat-
erally fixed relative to the end work support central
longitudinal axis at a fixed lateral distance therebetween,
the common support assembly being mounted for travel
along the machine base in a direction transverse to the
workpiece central axis for selectively aligning either the
boring tool holder or the end work support with the end
of the workpiece with the central longitudinal axes ofthe
boring tool holder cylindrical cavity and the end work
support having the fixed lateral distance therebetween
with either the boring tool holder or the end work sup-
port aligned with the end of the workpiece to allow the
length of the boring tool to be maximized for deep bor-
ing.

2. The machine tool apparatus of claim 1 wherein the
cutting tool holder comprises a rotatable turret and the boring
tool holder comprises a body that is non-rotatable and is
separate from the rotatable turret.

3. The machine tool apparatus of claim 1 wherein the
common support assembly permits either the end work sup-
port or the boring tool holder to be aligned with the end of the
workpiece opposite the end secured to the work holder to
allow for exterior machining of the workpiece with the cut-
ting tool with the end work support engaging the workpiece
end or boring of the workpiece with the boring tool aligned
for boring the workpiece end with the end work support
shifted away therefrom.

4. The machine tool apparatus of claim 1 further compris-
ing an intermediate work support mounted to the machine
base between the work holder and the end work support for
travel along the workpiece central axis for engaging and
supporting the workpiece when the common support assem-
bly is shifted to align the boring tool for boring.

5. The machine tool apparatus of claim 1 wherein the
common support assembly includes a mounting base portion
to which the end work support and the boring tool holder are
mounted, and a common support carriage having the mount-
ing base portion mounted thereto; and

linear guide bearings between the mounting base portion
and the common support carriage oriented to permit the
mounting base portion to shift transverse to the work-
piece central axis for aligning either the boring tool
holder or the end work support with the corresponding
end of the workpiece.

6. The machine tool apparatus of claim 5 wherein the end
work support has a housing that is integral with the mounting
base portion.

7. A machine tool apparatus comprising:

a machine base;
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amotorless end work support configured for rotatably sup-
porting a workpiece having a central axis extending
horizontally at a predetermined height;

amotorless boring tool holder sized to support a boring tool
to be disposed at the same predetermined height as the
workpiece central axis;

a common support assembly having the motorless end
work support and the motorless boring tool holder
mounted thereon for shifting relative to the machine
base to align either the motorless end work support or the
motorless boring tool holder with the workpiece central
axis, the motorless boring tool holder being mounted to
the common support assembly so that the motorless
boring tool holder is not rotatable relative to the common
support assembly;

a housing of the motorless end work support mounted to
the common support assembly; and

a workpiece engaging member of the motorless end work
support rotatably mounted to the housing thereof for
engaging an end portion of the workpiece and rotating
relative to the end work support housing with rotation of
the workpiece.

8. The machine tool apparatus of claim 7 wherein:

the common support assembly includes a mounting base
portion to which the end work support and the boring
tool holder are mounted and a common support carriage
to which the mounting base portion is mounted,

the mounting base portion and the common support car-
riage have lateral linear guide bearings therebetween
oriented to extend laterally for shifting of the mounting
base portion transverse to the workpiece central axis,

the common support carriage and the machine base have
longitudinal linear guide bearings oriented to extend
longitudinally for shifting of the common support car-
riage along the workpiece central axis to allow the end
work support to be shifted both along the workpiece
central axis and transverse to the workpiece central axis
for selective alignment and engagement with the corre-
sponding end of the workpiece and to allow the boring
tool holderto be shifted both along the workpiece central
axis and transverse to the workpiece central axis for
selective alignment with the corresponding end of the
workpiece for allowing the boring tool to be advanced
into engagement with the corresponding end of the
workpiece.

9. The machine tool apparatus of claim 8 further compris-

ing:

abase plate of the boring tool holder mounted to the mount-
ing base portion having the boring tool holder mounted
thereto; and

longitudinal linear guide bearings between the base plate
and the mounting base portion oriented to extend longi-
tudinally for advancing and retracting the boring tool
holder and boring tool toward and away from the work-
piece along the central axis thereof.

10. The machine tool apparatus of claim 7 wherein:

the common support assembly has a mounting base portion
to which the end work support and the boring tool holder
are mounted, and

the end work support housing is integral with the mounting
base portion.

11. The machine tool apparatus of claim 7 wherein the

common support assembly has bearings sized so that the
boring tool holder only shifts in a predetermined range of
travel along the workpiece central axis that does not overlap
the workpiece extending therealong.
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12. The machine tool apparatus of claim 7 wherein the
boring tool holder and the end work support are disposed
laterally adjacent each other on the common support assem-
bly.

13. The machine tool apparatus of claim 7 wherein the
boring tool holder has an elongated housing having a cylin-
drical elongated cavity for receiving an elongated portion of
the boring tool therein.

14. A machine tool for cutting an elongate workpiece, the
machine tool comprising:

a machine base;

a headstock having a rotary drive configured for holding
and rotatably driving a driven end of the elongate work-
piece;

a tailstock having a centering mechanism configured for
engaging a supported end of the elongate workpiece
opposite the driven end thereof;

a steady rest having a workpiece support device configured
for supporting the elongate workpiece between the
headstock and the tailstock as the workpiece is rotatably
driven by the headstock rotary drive;

a turret configured for holding multiple cutting tools for
machining an exterior surface of the elongate work-
piece;

a single tool holder having only one cavity configured for
holding a boring tool for machining an interior surface of
the elongate workpiece;

a common support assembly to which the tailstock and the
single tool holder are mounted, the single tool holder
being the only tool holder mounted to the common sup-
port assembly, the common support assembly being
mounted for shifting relative to the machine base and is
configured to allow the tailstock to engage the supported
end when undertaking an exterior surface machining
operation or to shift the tailstock to a non-operative
position spaced from the workpiece supported end for
shifting the single tool holder toward the workpiece
supported end for undertaking an interior machining
operation with the boring tool; and

a carriage assembly for the turret that is mounted for shift-
ing relative to the machine base along the length of the
elongate workpiece to permit the turret and the multiple
cutting tools thereof to travel along the workpiece and
machine the exterior surface of the workpiece.

15. The machine tool of claim 14 wherein:

the common support assembly includes a common support
carriage and a mounting base portion of the tailstock and
to which the boring tool holder is mounted,

the common support carriage and the machine base have
longitudinal linear guide bearings therebetween ori-
ented to extend longitudinally for shifting the tailstock
to engage the workpiece supported end, and

the mounting base portion and the common support car-
riage have lateral linear guide bearings therebetween
oriented to extend laterally for shifting the tailstock to
the non-operative position and aligning the single tool
holder with the supported end of the elongate workpiece.

16. The machine tool of claim 14, wherein:

the common support assembly includes a mounting base
portion for carrying the tailstock and the single tool
holder thereon,

the single tool holder includes a base plate portion and an
elongated tool holding portion mounted thereto,

the base plate portion and the mounting base portion have
longitudinal linear guide bearings therebetween ori-
ented to extend longitudinally for shifting the single tool
holder relative to the tailstock toward the workpiece
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supported end for undertaking the interior machining
operation with the tailstock shifted to the non-operative
position.
17. The machine tool of claim 14, wherein the single tool
holder is mounted to the common support assembly for shift-
ing between a retracted position away from the supported end
of the workpiece and an advanced position toward the sup-
ported end of the workpiece while the turret remains in a
stationary non-operative position.
18. A method for machining a workpiece, the method com-
prising:
holding a first end of a workpiece in a work holder;
engaging a workpiece engaging member of a motorless
end work support with a second end of the workpiece;

rotationally driving the workpiece about a central axis
thereof so that the workpiece engaging member of the
motorless end work support rotates relative to a housing
of the motorless end work support with rotation of the
workpiece;

advancing a cutting tool holder carrying a cutting tool from

an inoperative position toward the workpiece to an
operative position to machine the exterior of the work-
piece with the cutting tool;

retracting the cutting tool holder from the workpiece to the

inoperative position;

disengaging the workpiece engaging member of the motor-

less end work support from the second end of the work-
piece;
laterally shifting a mounting base portion having the hous-
ing of the motorless end work support and a boring tool
holder mounted thereon relative to the central axis of the
workpiece to shift the motorless end work support away
from the second end ofthe workpiece and the boring tool
holder toward the second end of the workpiece;

advancing the boring tool holder along the workpiece cen-
tral axis from a stored position toward the second end of
the workpiece to an operative position;

machining an interior surface of the second end of the

workpiece using a boring tool held by the boring tool
holder while the first end of the workpiece is held by the
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work holder, the cutting tool holder remains in the inop-
erative position, and the motorless end work support is
positioned laterally relative to the boring tool holder
such that the boring tool holder is not disposed between
the workpiece holder and the motorless end work sup-
port during machining of the interior surface of the sec-
ond end of the workpiece using the boring tool.

19. The method of claim 18 wherein the workpiece engag-
ing member of the end work support is disengaged by trans-
lating the end work support in a direction transverse to the
central axis of the workpiece.

20. The method of claim 18 further comprising supporting
the workpiece with an intermediate support between the work
holder and the end work support during exterior machining of
the workpiece and when the workpiece engaging member of
the end work support is disengaged during interior machining
of the workpiece.

21. The method of claim 18 further comprising keeping the
end work support fixed in a non-operative position laterally
adjacent to the boring tool holder while the boring tool holder
is advanced toward the second end of the workpiece to
machine the interior surface of the workpiece.

22. The method of claim 18, wherein the cutting tool holder
is advanced toward the workpiece to machine the exterior of
the workpiece with the cutting tool holder between the driven
end and the supported end of the workpiece while the boring
tool holderis located at the opposite side of the supported end.

23. The machine tool of claim 14 wherein the carriage
assembly and the machine base have longitudinal linear guide
bearings therebetween oriented to extend longitudinally for
shifting the turret and the multiple cutting tools along the
length of the elongate workpiece.

24. The machine tool apparatus of claim 7 wherein the
motorless boring tool holder includes a body having portions
configured to clamp the boring tool therebetween and fix the
boring tool against rotation during a boring operation.
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